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Epitome 



(57) [Abstract] 

[Objects of the Invention] The surface sheet and absorbent core of body fluid 
absorptivity goods are made to unify, without spoiling those flexibility. 
[Elements of the Invention] Thermoplastic plastic film which should be used as the 
surface sheet 2 of the body fluid absorptivity goods 1 is fabricated under heating 
using differential pressure of a fluid, and ateW^^Mc 6 and the fluff 14 of the point are 
formed in the film. The surface sheet 2 and a core 4 are unified by carrying out 
heating deformation of the fluff 14 further, and carrying out a confounding to 
configuration fiber of the absorbent core 4. 
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CLAIMS 
[Claim(s)] 

[Claim 1] A manufacture method characterized by including the next production 
process of body fluid absorptivity goods equipped with a surface sheet which 
consists of liquid permeability puncturing plastic film at least, a rear-face sheet 
which consists of plastic film of non-liquid permeability, and an absorbent core which 
intervenes among both [ these ] sheets and consists of fibrin material. 

a. A production process which tears said film and forms a fluff of plurality and an 
indeterminate form in the point by said burst while forming ****** of a large number 
which carry out heating softening of the thermoplastic plastic film, use differential 
pressure of a fluid, are made to upheave and explode partially, and are prolonged in 
the direction of a rear face from the surface of said film. 

b. A production process which lays said film in the upper surface of said core where 
a point of said ** **** is turned to said core. 

c. A production process which carries out a confounding to fiber which heats at 
least a film laid in said core partially, is made to transform a fluff of said point, and 
constitutes said core. 

d. A production process which use as said surface sheet said film which carried out 
the confounding, and said core is made to intervene between said rear-face sheets, 
and assembles said goods. 

[Claim 2] A manufacture method according to claim 1 which is the production 
process to which a production process heated partially heats said film to 
coincidence partially, and pressurizes said film. 

[Claim 3] A manufacture method according to claim 1 or 2 made by it being involved 
mechanically and/or carrying out welding of the confounding of said fluff and fiber of 
a core. 

[Claim 4] A manufacture method according to claim 1 which constitutes the field 
concerned of said core to which the confounding of said fluff is carried out from a 
fiber layer with fineness 1-1 Od, a basis weight 10 - a 45 g/m [2 ], and an appearance 
thickness of 1-1 0mm. 
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DETAILED DESCRIPTION 

[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the manufacture method of body 
fluid absorptivity goods, such as a sanitary napkin and a disposable diaper. 
[0002] 

[Description of the Prior Art] Conventionally, in the manufacture method of body 
fluid absorptivity goods, such as a sanitary napkin and a disposable diaper, the 
technology which unifies the liquid permeability surface sheet which consists of a 
thermoplastic syntheticHiber material or plastic film, and the absorbent core 
containing a thermoplastic synthetic fiber by heat embossing is well-known. For 
example, to JP,57-139318,U, thermovision nature is given to the upper part at least, 
and the technology of the surface sheet of a disposable diaper and an absorbent 
core which carries out fused junction of these in one is indicated. According to this 
technology, since a surface sheet and a core are not estranged in the worn 
disposable diaper, according to capillarity, the excreted body fluid shifts to a core 
and can keep the skin contact side of a surface sheet prompt in the dry condition. 
[0003] 

[Problem(s) to be Solved by the Invention] An absorbent core can use as a principal 
component the pulp fiber generally ground, and can give thermofiision nature by 
mixing a thermoplastic synthetic fiber to this. On the other hand, thermofiision 
nature can be given to a surface sheet by using the nonwoven fabric which consists 
of a thermoplastic synthetic fiber, and plastic film. However, in order to carry out 
fused junction of these fiber, fiber, and the film, the portion which had to be based 
on embossing by comparatively high temperature and pressure, and was processed 
such has the problem that it becomes a hard film with thick and a goods wearer's 
skin may be stimulated. 

[0004] Then, this invention builds and heats a fluff to the ****** point of a liquid 
permeability surface sheet, is made to transform that fluff, and makes it the 
technical problem to solve said problem by carrying out a confounding to an 
absorbent core. 
[0005] 

[Means for Solving the Problem] The place made into a means in order that this 



H08-10286 



5 



invention may solve said technical problem is as follows. 

[0006] It is premised on a manufacture method of body fluid absorptivity goods 
equipped with an absorbent core which intervenes in this invention between a 
surface sheet which consists of liquid permeability puncturing plastic film at least, a 
rear-face sheet which consists of plastic film of non-liquid permeability, and both 
[ these ] sheets, and consists of fibrin material, and it is the feature of this invention 
to include the following production process in this manufacture method. 

a. A production process which tears said film and forms a fluff of plurality and an 
indeterminate form in the point by said burst while forming ****** G f a large number 
which carry out heating softening of the thermoplastic plastic film, use differential 
pressure of a fluid, are made to upheave and explode partially, and are prolonged in 
the direction of a rear face from the surface of the film. 

b. A production process which lays said film in the upper surface of the core where 
a point of ****** j s turned to said core. 

c. A production process which carries out a confounding to fiber which heats at 
least a film laid in a core partially, is made to transform a fluff of a point, and 
constitutes a core. 

d. A production process which use as a surface sheet a film to which the 
confounding of the fluff was carried out, and a core is made to intervene between 
said rear-face sheets, and assembles said goods. 

[0007] In addition, in one of the embodiments of this invention, at a production 
process which heats a film partially, that film is partially heated to coincidence and it 
pressurizes. Moreover, it makes by a fluff and fiber of a core being involved 
mechanically and/or carrying out welding of the confounding of a fluff and a core. 
Moreover, the field concerned of a core to which the confounding of the fluff is 
carried out consists of fiber layers with fineness 1-1 Od, a basis weight 10 - a 45 
g/m [2 ], and an appearance thickness of 1-1 0mm. 
[0008] 

[Function] Thus, in the manufacture method of the constituted body fluid 
absorptivity goods, although a confounding is mechanically possible for the 
configuration fiber of a core even when it remains as it is, by heating it, it contracts 
and the ****** point which has a fluff deforms, a confounding is carried out to high 
density and a surface sheet and a core do not have much more complicated and 
estranging. 
[0009] 

[Example] It is as follows when it explains making a sanitary napkin into an example 
for the details of the manufacture method of the body fluid absorptivity goods 
concerning this invention, and referring to an attached drawing. 
[0010] Drawing 1 is the partial fracture perspective diagram of the sanitary napkin 1 
obtained by the manufacture method concerning this invention. The napkin 1 
consisted of the liquid permeability surface sheet 2 equipped with much ** **** 6, a 
non-liquid permeability rear-face sheet 3, and both the sheets 2 and the absorbent 
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core 4 which intervenes among three, and has joined the table rear^face sheets 2 
and 3 which extend from the periphery of a core 4 watertight by the cementation 
line 5. 

[0011] Drawing 2 is a partial expanded sectional view which meets X-X-ray of 
drawing 1 , and shows the details of the surface sheet 2 and a core 4. It extends in 
the non-skin contact surface 12 direction from the skin contact surface 11 with the 
skin contact area 10 which the surface sheet 2 consists of a polyethylene film, and 
consists of the continuous flat skin contact surface 11, and has ****** 6 
intermittently arranged in the direction of a plane (the direction of X-Y). The 
diameter of ****** 6 may be reduced toward the point, that of it may be expanded, 
or it may be direct [Hike ], in the point, are many indeterminate forms and has the 
fluff 14 which is the film burst piece of closing in from the end face section of 
****** 6. a core 4 — pulp fiber — 0 - 30% of the weight of thermoplastic fiber, and 
0 - 40% of the weight of high absorptivity polymer — mixing — or a laminating is 
carried out, and it can be used if needed, carrying out hydrophilization processing of 
the thermoplastic fiber. Moreover, the hydrophilicity or the hydrophobic fiber layer 
which intervenes between the core main part which comes to cover ****** with a 
tissue paper or a network— like sheet, and this main part and the surface sheet 2 
which make pulp fiber a subject can also constitute a core 4. Generally a thing with 
fineness 1-1 Od, a basis weight 10 - a 45 g/m [2 ], and an appearance thickness of 
1-1 0mm can be used for this fiber layer, and it does not ask whether it is one-like 
as said main part, or you make it only have put each other on it. The surface sheet 2 
and a core 4 are in the condition that the fluff 14 of ****** 6 intervened between 
the fiber which constitutes a core 4, and carried out the confounding to this 
mechanically at least, and, in addition to it, may be carrying out the confounding of a 
fluff 14 and the fiber by welding. Thus, the body fluid which did not leave easily the 
surface sheet 2 and core 4 of each other which carried out the confounding while 
handling or use of goods, and was excreted is promptly absorbed by the core 4 in 
response to the capillary action by ****** 6, and the capillary action by the fiber 
which carries out a confounding to ****** 6 following it 

[0012] (A) of drawing 3 , (B), and (C) are mimetic diagrams which illustrate a part of 
manufacturing process of the surface sheet 2. In (A), the plastic film 50 which 
carried out heating softening is put on the template 52 which has much detailed 
puncturing 51, and the vaccum pressure which attracts the film 50 to down [ of a 
template 52 ] is acting. In (B), a film 50 is attracted, and it upheaves downward in 
puncturing 51, and is in the condition of having swollen like a balloon. In (C), it 
explodes at the tip at which the film 50 upheaved, and the fluff 14 of plurality and an 
indeterminate form is formed by ****** 6 and closing in which were shown in 
drawing 2 , and the skin contact area 1 0 is formed in the flat portion of a mold. This 
film 50 is removed from a template 52, after cutting it out in a necessary size, it is 
carried on the absorbent core 4 of drawing 2 , or after carrying it on the absorbent 
core 4, it is cut out, and it is used as a surface sheet 2. In order to ensure the 
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mechanical confounding of the fluff 14 of the surface sheet 2, and the fiber of a core 
4 in the case of which, the surface sheet 2 put on the core 4 is heated, and the heat 
shrink of the fluff 14 is carried out. If the fluff 14 which the film 50 was extended 
under the operation of vaccum pressure, and produced is heated to near the 
plasticization temperature, it will contract, and it will be frizzled and will carry out a 
confounding to the fiber of a core 4 in the process. What is necessary is just to 
carry out heating embossing of the surface sheet 2 and the core 4 to strengthen a 
confounding furthermore. Since the fluff 1 4 in that case is closing in, more promptly 
than ****** 6, it can fuse and it can be welded to a core 4 a temperature up and 
only by applying a comparatively small embossing pressure. It is avoidable that an 
embossing portion serves as a hard film with thick with it. 
[0013] 

[Effect of the Invention] In the manufacture method of the body fluid absorptivity 
goods concerning this invention, since the confounding of the fluff of closing in and 
the fiber of an absorbent core which were prepared in the ****** point of a surface 
sheet is carried out, a surface sheet and a core can be unified without spoiling those 
flexibility, and said good goods of a feeling of wear can be built (claims 1-3). 
[0014] Moreover, by constituting the field concerned of the core to which the 
confounding of the fluff is carried out from a fiber layer of predetermined fineness, a 
basis weight, and appearance thickness, a fluff can be made to be fully able to 
intervene between fiber and confounding reinforcement can be improved (claim 4). 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

[Drawing 1] The partial fracture perspective diagram of a sanitary napkin. 
[Drawing 2] Partial expansion end view which meets X-X-ray of drawing 1 . 
[Drawing 3] The mimetic diagram showing the manufacturing process of a surface 
sheet by (A) - (C). 
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[Description of Notations] 

1 Body Fluid Absorptivity Goods (Sanitary Napkin) 

2 Surface Sheet 

3 Rear-Face Sheet 

4 Absorbent Core 

1 0 Skin Contact Area 

1 1 Skin Contact Surface 

12 Non-Skin Contact Surface 
14 Fluff 

50 Thermoplastic Film 
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DRAWINGS 



[Drawing 1] 
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